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\& (57) Abstract: A laminate web comprising a first web. a second web joined to die first web at a plurality of discrete bond sites; and 
a third material disposed be I ween at least a portion of the first and second nonwovens. Trie third material is apenured in regions 



adjacent the bond sites, such that the first and second non woven webs arc joined through the apertures. In one embodiment an 



^ apenured laminate web is disclosed, having a first extensible web having a first elongation to break, and a second extensible web 
** — joigned to the first extensible web at a plurality of bond sites, the second extensible web having elongation to break. A third web 
material is disposed 1km ween the first and second nnnuovens. the third web material having n third elongation to break which is less 
than both of the first or second elongations to break. In a further embodieinem. an apenured laminate web is disclosed, having first 
and second extensible webs being joined at a plurality of disciete bond sites and a third material disposed between the first and second 
^ nonwovL'n webs. The fust and second nnnwovun webs ;irv in fluid r.niimnmir.nnor. via the apenurrs and h;iw disnnn legions N*inr 
p"*" difU:i en tinted by ni least one pro|X!ny selectee tiom ilk' gioup consisting o! basis weight, fihci orientation, thickness, and oensuv 
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NATE WEE COMPRISING AN APERTURED LAYER AND METHOD FOR MANUFACTURE THEREOF 



CROSS-REFERENCE TO RELATED APPLICATIONS 

This application is a continuation-in-part application of U.S. Serial No. 09/584,676, 
filed on May 3L 2000 in the names of Curio ct aL which is a continuation-in-part of U.S. 
Serial No. 09/467,938, filed on December 21, 1999 in the names of Curro et al. 

FIE LD OF THE INVENTION 

This invention relates to a multilayer laminate web. and more particularly to a 
laminate web wherein at least a central layer is apertured. In some embodiments the 
entire multilayer laminate web is apertured. 

BACKGRO U ND OF THE INVENTION 

Laminate webs formed by the joining of discrete webs in a layered relationship are 
well known in the art. For example, often laminate nonwoven webs are utilized in 
disposable absorbent articles such as diapers and adult incontinence products. Such 
laminated webs can be used as a topsheet, backsheet. or side panels. One example oi a 
laminate web is a film/nonwoven laminate useful for a stretch side panel of a disposable 
diaper. Nonwoven/nonwoven laminates are also utilized to provide additional bulk or 
softness to a web component. Likewise, film/film laminate webs can provide benefits by 
combining the characteristics of various films in a layered relationship. Laminate webs 
can also be called composite webs. 

Less common examples of laminate webs include laminates of dissimilar materials. 
The materials may be dissimilar in mechanical tensile properties, thermal properties, or 
visual/tactile properties. For example, a nonwoven web may be joined to a relatively stiff 
fabric to provide for a soft surface feel to the fabric. The dissimilar materials may be 
joined by melt bonding, adhesive bonding, ultrasonic bonding, and the like. Bonding 
methods are often determined by the materials themselves, but often require adhesive 
bonding. For example, a laminate or composite of materials having widely differing melt 
properties may require an adhesive layer between laminate layers. Even materials having 
similar melt properties, such as nonwoven and thermoplastic film materials are often 
joined by adhesive for adequate bonding to prevent unwanted delamination. Although 
adhesive may be necessary, such processing methods can be expensive due to the addition 
of adhesive, and the resulting laminate is often relatively stiff, depending on the laminate 
materials and the level of adhesive added. 
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Often laminate webs, art intended in combine properties of the constituent laversto 
achieve synergistic benefits, For example. EP-B-71r.57] issued to Wadsworth discloses 
a multilayered nonwoven composite web intended for use as a substitute for a woven web 
such as a textile web. The web comprises at least a layer of thermoplastic man-made 
fibers and a layer of cellulose-based fibers. The cellulose-based fiber layer is disclosed as 
thermallv bonded to the thermoplastic man-made fiber layers at spaced apart locations. 
However, it appears that thermal bonding between both, or all. the layers is necessary to 
produce the requisite bonding. 

EF-A-1 12.6M issued to Haq. et al. discloses a laminate comprising two sheets ol 
nonwoven fabric or the like having sandwiched between them a solid core material which 
may be a highly porous, optionally liquid-containing, polymer. The two outer sheets un- 
bonded to each othej. without involving the core material, by means of a plurality of 
small, spaced bonding points, for example, spot-welds. Pieierably the core material is in 
continuous sheet form and is perforated to accommodate the bonding points. However, it 
appears it would present a significant processing problem to register the perforations ol 
the core material in order to have the outer layers bonded therethrough. 

For many purposes it is desirable to have an apertured nonwoven web. the 
apertured web being characterized by a plurality of openings, or perforations, in the web. 
Such apertures can provide for an open mesh appearance, as well as beneficial texture and 
cloth-like properties. Such apertured nonwoven webs can be made by methods known in 
the art. For example, EP-B- 164/740 issued to Shimalia discloses an apertured non-woven 
fabric comprising a web of thermoplastic fibers is described. The fabric is formed with a 
multiplicity of fused patterned regions and adjacent substantially non-fused regions, there 
being apertures formed within a plurality of the fused patterned regions but not within the 
adjacent regions. The fabric is produced by heat embossing a non-woven web oi 
thermoplastic fibers at a temperature above the softening point of the fibers whereby the 
regions of the web compressed by the projections of the embossing means become fused, 
and immediately thereafter drafting the embossed web so that apertures are formed in the 
fu^ed patterned regions. However, it is not apparent that the method disclosed would 
produce a laminate of nonwoven webs, or a laminate of dissimilar materials. 

Another beneficial method of aperturing a nonwoven web, including laminates of 
nonwoven webs is disclosed in EP-A-S52 : 483 : issued to Benson et al. Disclosed is a 
laminate material having, for example, at least one layej of a spunbonded web joined to at 
least one layer of a meltblown web, a bonded carded web. or other suitable material. 
Such apertured webs are useful as. the lopsheei in a disposable absorbent article. 
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However, this disclosure docs not teach laminating webs comprising dissimilar materials 
(e.g.. materials of different material classes or having differing material properties). 

A perforated multilayei elastic covershect comprising an intermediate elastic layei 
between uppei and lowei nonwoven layers is disclosed m FP- A-7X4.461 issued to 
Palumho. The uppei and lower layers are connected to the intermediate layer only around 
the perimeters of the perforations. While providing an aperiured. elastic laminate, it is not 
apparent that the method disclosed could produce laminates comprising thermal ly- 
dissimilar materials. 

As mentioned, nonwoven webs aie beneficial as components of disposable 
consumer products, such as diapers, incontinence briefs, training pants, feminine hygiene 
garments, and the like, as well as in wipes such as disposable wet wipesHowever. used 
alone, such nonwovens are limited in the range of beneficial properties, includinp visual, 
tactile, strength or absorbent propemes due to the limits of known methods of making, 
particularly as compared to woven or knitted material.-. importantly, laminates ol 
nonwoven webs and oilier materials for use in disposable consumei products have 
heretofore been limited due to processing limitations, including incompatible materiah 
(e.g.. thermally dissimilar materials), cost considei ations (e.g.. adhesive lamination costs i 
or tactile properties (e.g.. sol tii ess and visual aesthetics.! 

Nonwovens are also beneficial components ol other consumei products, such a> 
non-absorbent disposable garments, durable garments, automotive components, 
upholstered furniture, filtration media, and other consumei 01 commercial goods. 
Nonwovens used in these and other applications benefit horn their wide range of visual 
and tactile properties. However, in many cases, the nonwovens used could benefit fioin 
being combined with other dissimilar materials in a composite web. 

Accordingly, it would be desirable to have laminate webs of dissimilar material 
properties which are not dependent upon thermal compatibility of each constituent layer 
for structural integrity. 

Additionally, it would desirable to have a laminate web comprising nonwoven 
webs and component webs of different material properties. 

Additionally, it would be desirable to have a laminate web formed by joining the 
constituent layers without adhesive. 

Further, it would be desirable to have an aperiuied laminate web having visually 
distinct regions giving a fabric-like or knit-like look and feel. 
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IjRJEF^ljNlMA RV OF THE INVENTION 

A laminate web is disclosed, the laminate web comprising a first web. a second 
web joined to the first web at a plurality of discrete bond sites: and a third material 
disposed between at least a portion of the first and second nonwovens. The third material 
is apenured in regions adjacent the bond sites, such that the first and second nonwoven 
webs are joined through the apertures. 

In one embodiment an apenured laminate web is disclosed, having a first 
extensible web having a first donation 10 break, and a second extensible web joined to 
the first extensible web at a plurality of bond sites, the second extensible web having a 
second elongation to break A third web material is disposed between the first and second 
nonwovens. the third web material having a third elongation to break which is less than 
both of the first or second elongations to break. 

In a further embodiment, an apenured laminate web is disclose, having first and 
second extensible webs being joined at a plurality of discrete bond sites and a third 
material disposed between the first and second nonwoven webs. The first and second 
nonwoven webs are in fluid communication via the apertures and have distinct regions 
being differentiated by at least one property selected from the group consisting of basis 
weight, fiber orientation, thickness, and density. 

BRJEFJjESCRJP TlON OF THE DRAWINGS 

While the specification concludes with claims pointing out and distinctly claiming 
the piesent invention, it is believed the same will be better understood by the following 
drawings taken in conjunction with the accompanying .specification wherein like 
components are given the same reference number. 

FIG. 1 is e perspective of one embodiment of a laminate web of the present 
invention. 

FIG. 2 is a cross-sectional view of a ponion of the laminate web shown in Figure 1 . 
FIG. 3 is a magnified detail view of" one bond sue of a laminaie web of the present 
invention. 

FIG. 4 is a top plan view of another embodiment of the laminaie web of the present 
inveniion 

FIG. 5 is a cross-sectional view of a ponion of the laminate web shown in Figure 4. 
FIG. 6 is a top plan view of another embodiment of the laminaie web of the present 
invention. 

FIG. 7 is a cioss-sectional view of a ponion of the laminate web shown in Figure 6 
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S is 

invention 



a photomicrograph ol one embodiment of a lamina* web of the present 

"ir, 9 is a schemata- representation o, a P ,ocess for mak.n, a lamma.e web of the 

pie^eni invention. 

TIG 1 0 is a perspective view of a melt bond calendaring apparatus. 

F1G . n 1S a schematic .eprescntauon oi a patten, for the p,otub,rance 5 ol the 

CalC To' V is a Perspective view oi an a PP a,atus io, -etching a 1— • of *< 
present invention to form apertures tlutcm. 

F1G . 1? 1S B cross-sect,onal v.ew ol a portion of the matme portions o, the 

'mn-iraiii^ shown in V 1G. 1 2. . 

FIG 14 - perspective view of an ahcrna.ivc apparatus for «,etch,n, a .animate of 
lh , present invention in the cross-machine direction to Ion, apertures there,,, 

H1G i« a perspective v,ew o, another alternative apparatus lor strctehm, , 
innate of the present invention in the machine direction to form apertures therein. 

F G I I a Perspective representation ol an apparatus lot streichm, a laminate ot 
lhc p _ nl inv ; n „on ,n both the cross-macmnc and machine directions to lorm aperture, 

,hm ' ,n viG 17 , a perspective view of , disposable absorbent article navmv component* 
lh , t can be made of laminate web material of the present invention. 

FIG. IS A-B are cross-sectional photographs of a bond s,te before ana after the 
iensioiiiiitistepto form an aperture. 

ni r TAlLEDJ?ESCRJPJl OI^OOIliE- INVENT! ON 

A , u ,ed here^eTrm "absorbent article" refers to devices which absorb and 
comain 'bodv exudates, and, more specifically, refers to devices which are placed a.a.nst 
or in proximity to the body of the wearer to absorb and contain the va„ous exudates 
J : ed from the body. The term "disposal^" ,s used herein to describe absorbent 
ani c lc ; which arc no, intended to be laundered or othenv.se restored o, reuse as an 
ab ,orben, amc, <U., they are intended to be discarded after a sm g ,e use and, prefer.*. 
t0 'bc recvcled. composted or othenv.se disposed of in an environmentally compat.b, 
mannCT ) ' A ■■uniiarv" absorbent article refers to absorbent articles which are lormed oi 
karate pans united together to for. a coordinated entity so that they do not ,eo,„re 
separate manipulative parts like a separate holde, and line, . 

' M u ,ed herein, the ten, Woven web" is used in ns platn meanme as 

understood m the an and refers to a web that has a structu.e of individual fibers or threads 
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which arc interlaid, bin not in any regular, repeating manner Nonwoven webs have been, 
in the past, formed by a variety of processes, such as. foi example, meltbiowinr 
processes, spunbonding processes: and bonded carded web processes,. 

As used herein, the term "microfibers". refers to small diameter fibers having an 
average diameter not greater than about 100 microns. 

As used herein, the term "meltblown fibers' . refers to fibers formed by extruding a 
molten thermoplastic material fhroupb a plurality of fine, usually circular, die capillaries 
as molten threads or filaments into a high velocity pas (e.g., air) stream which attenuates 
the filaments of molten thermoplastic material to reduce their diameter, which may be to a 
micro fiber diameter. Thereafter, the meltblown fibers are carried by the high velocity pa. c 
stream and are deposited on a collecting surface to form a web of randomly dispersed 
meltblown fibers. 

As used herein, the term "spunbonded fibers", refers to small diameter fibers 
which are formed by extruding a molten thermoplastic material as filaments from a 
plurality of fine, usually circular, capillaries of a spinneret with the diameter of the 
extruded filaments then being rapidly reduced by drawing. 

As used herein, the term ''unitary web" refers to a layered web comprising two ot 
more webs of material, including nonwoven webs, that are sufficiently joined, such as by 
thermal bonding means, to be handled, processed, or otherwise utilized, as a single web. 

As used herein, "laminate" and '"composite'" when used to describe webs of the 
present invention, are synonymous. Both refer to a web structure comprising at least two 
webs joined in a face to face relationship to form a multiple-layer unitary web. 

As used herein, the term "polymer" generally includes, hut is not limited to. 
homopolymers. copolymers, such as. for example, block, graft, random and alternating 
copolymers, terpolymeis. etc.. and blends and modifications thereof Furthermore, unless 
otherwise specifically limited, the term "polymer" shall include all possible geometrical 
configurations of Hie materia). These configurations include, but arc not limited to. 

isotacti.e. syndiaotactic and random symmetries. 

As used herein, the term "elastic" refers to any material which, upon application of 
a biasing force, is stretchable, that is, elongatable. at least about 60 percent (i.e.. to a 
stretched, biased length, which is at least about 160 percent of its relaxed unbiased 
length), and which, will recover at least 55 percent of its elongation upon release of the 
stretching: elongation -force— A-hypothetical -example-would be a one (1) inch sample of a 
materia] which is elongatable to at least 1.60 inches, and which, upon being elongated to 
1 .60 inches and released, will recover to a length of not more than 1.27 inches. 

h 
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Many elastic materials may be elongated by moic than 60 percent (i.e.. much mon' 
than 160 percent of their relaxed length), for example, elongated 100 percent or more, and 
many of these material? will recover to substantially then initial relaxed length, for 
example, to within percent of their initial relaxed length, upon release of the stretch 
force. Such materials aie denoted herein by the term "highly elastic'' which relers to am 
material which upon application o1 a biasing force, is sueichabie. that is. eiongatable. at 
least about 200 percent {i.e.. to a stretched, biased lenplh. which is at least about ?00 
peicent of its relaxed unbiased length), and which, will to within 105 peicem of then 
initial relaxed lenplh. upon release of the stretch force. Therefore, highly elastic material:- 
aie generally also elastic, but not all elastic materials arc highly elastic. 

As used herein, the term ' nonelastic" refers to any material which does not fall 
within the definition of "elastic" above , 

As used herein, the term 'extensible" refers to any material which, upon 
application of a biasmp force. \< elonpatable. at least about 25 percent without 
experiencing catastrophic failure. Catastrophic failure includes substantial tearing. 
Iraetunng, rupturing, oi other failure in tension such that, if tested in a standard tensile 
tester, the failure would lesuii in a sudden significant reduction in tensile force. As used 
heiem. the term "highly extensible" refers lo any material which, upon application ol a 
biasing force, is elonpatable. at least about 100 percent without cxpeiiencmp catastrophic 
failure. 

The La mina te Web 

The laminate web 10 of the piesent invention comprises at least three layers or plies, 
disposed in a layered, face-to-face relationship, as shown in FIG. T The layers should be 
sufficiently thin to be processible as described herein, but no actual thickness (i.e.. 
caliper) is considered limitinp. A first outer layer 20. is preferably thermally bondablc. 
and is preferably a nonwoven web comprising a sufficient quantity of thermoplastic 
material, the web having a predetermined extensibility and elongation to break. By 
"sufficient quantity'* is meant a quantity of thermoplastic material adequate to enable 
enough thermal bonding upon application of heat and/or pressure to produce a unitarv 
web. A second outer layer. 40. is preferably the same material as first outer layer 20. but 
may be a different material, also being thermally bondable and having a predetermined 
extensibility and elongation to break. At least one third central layer 30 is disposed 
between the two outer layers. The laminate web 10 is processed by joining means, such 
as by ultrasonic welding, or thermal calendaring as described below to provide a plurality 
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of melt bond sites 51) that serve to couple the ouiei layers 20 and 4(1. and, in some 
embodiments, portions of central nivei 30. (hereby jorming the constituent layers into a 
unitary web. When joined together, the two outer layers form an interioi region between 
them. The interior region is the space between the outer layers surrounding the bond sites 
50. In a preferred embodiment, the third central layer 30 substantially fills the interioi 
region, the third central layer 30 being apertuied coincident the bond sites 50. 

While the laminate web 10 is disclosed primarily in the context of nonwoven webs 
and composites, in principle the laminate web ]() can be made out of any web materials 
that meet the requirements, (e.g., melt properties, extensibility) as disclosed herein. For 
example, the outer layers 20 and 40 can be thermoplastic films, micro-porous films, 
apertured films, and the like. Central layer 30 can be paper, including tissue paper: metal, 
including metal foil; other non-thennoplastir web material, woven fabric, and the like. In 
general, it is required that outer layer materials be flexible enough to be processed as 
described herein. However, central layer can be a brittle, relatively stiff material, as long 
at it also can be processed as described herein, albeit possibly becoming fractured, 
broken, or otherwise broken up in the process. One of the unexpected advantages of the 
present invention, therefore, is the discovery that novel web properties can be exhibited 
by the choice of central layer 30 disposed between the two outer layers. 

N on- Apertur ed Emb o diment 

In one embodiment, as shown m cross-section m FIG. 2. central laver 30 can be 
apertured. without apenuring the two outer layers to provide a three-layer laminate 
characterized by the laminate web JO (as a whole) being un-apertured, while the central 
layer 30 is apertured. Importantly, the web of the present invention can be made by the 
method of the present invention without requiring registration of the layers to ensure 
bonding of the outer layers through the apertures of the central layer(s). One way of 
describing a preferred embodiment of a web 10 as described above, is that the unitary web 
10, when viewed orthogonally by the un-aided human eye from a distance of 
approximately 50 cm, exhibits no apertures or perforations through the entire laminate, 
but bond sites 50 are nevertheless visible. 

The laminate web JO is further characterized in that the joining of the three plies 
into a unitary web can be achieved in the absence of adhesive. That is, in certain 
preferred embodiments no adhesive is required to bond the plies together; joining is 
achieved by the input of energy into the constituent layers, such as by thermal melt 
bonding of the two outer layers together at the melt bond sites 50. In other embodiments, 
the energy input can be via ultrasonic bonding. Accordingly, a significant benefit of the 
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present invention is xhc provision of a laminate web. thai is a unitary web. formed without 
the use of adhcsives. Not only does this simplify processing and lower the cost of the 
laminate web. when certain materials such as non woven webs are used, it Jesuits in a 
more flexible, softer web. 

A5 shown in FIG. 2. central kiyei 30 is chosen such that when the constituent web 
lavcrs of laminate web II) arc processed by the method of the piescnl invention, portions 
of central layer 30 in the rep ion of the molt bond sues f (I separate to permit the first outer 
I aver 211 to melt bond directly to the second outer 3a\ei 40 at the interface of the two 
materials 52 at inch bond sites 50. Thus, apcrtuies in the central layer 30 aie formed in 
the lamination step by displacement, just prior to the bonding of the outer layers a> 
delailed by the method of the present invention below. In this manner, central layer 3(1 
can be provided as an unapertured web. avoiding complex registration steps to align 
apertures in registry with bond sites when laminated, burthei. central layer 30 need not 
be thermally compatible with outer layers 20 and 40. Central layer need not be a 
thermoplastic material, and need not even have a melting point. It simply needs to be 
displaccable by the lorces exerted by the processing equipment as detailed below. 
Therefore, one way of describing the laminate web of the present invention is to 
distinguish the centra] layer as being a material difiei entiated nom the materials of tht 
first or second layers by at least one material piopeny selected lrom thermal properties, 
elongation properties, elastic properties, or conductive properties. By '■thermal 
properties" is meant primarily thermal melt properties, such that the central layer has no 
melting point, or if it has a melting point, it is preferably at least about 10 decrees 
Centigrade higher, more preferably about 20 decrees Centigrade higher than either outer 
layer, and can be 100 decrees Ccntiprade hipher than either outer layer. By "elongation 
properties" is meant that in tension, the material of the central layer exhibits an 
elongation to break that is at least 10% less than cither outer layer, more preferably 50% 
less than either outer layei. and can be preatcr than 100% less than either outer layer 
Thus, the central layer can be extensible, while either outer layer can be highly extensible. 
By "elastic properties" is meant that the central layer can be. Joi example, elastic, while 
either outer layer can be highly elastic, as defined herein. Or the central layer can be non- 
elastic, and the outer layers elastic or highly elastic. B> "'conductive properties'" as used 
herein is meant electrically conductivity, such that the central layer can have an electrical 
conductivity that is 10 times, and more preferably 100 or more limes as great as the outer 
layers. Conductive properties may be facilitated by the central layer being a metallic foil, 
or by being a conductive polymer, including a conductive non woven web. 
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Anothei :icivamai?t- of the method of the present invention is that, in some 
embodiment, e.g.. for solid core central layer 30 materials (i.e.. a continuous sheet, that 
is. not having substantial apertures, gaps, oi other voids), it results in a unitary web 
having an apemiied central layer 30 in full, intimate eontaet with the outer layers 20. and 
40. By "ftjll" and "intimate" is meant that centra) layer 30 fills all the unbonded regions 
between outer layers 20 and 40 such that outer layers 20 and 40 do not contact except at 
the bond sites 50. Of course, it is recognized that many materials of interest have 
significant air content, and filling "all" the unbonded region between outer lavers 20 and 
40 is not meant to imply thai all an content is removed. 

Central layer 30 can be involved, or participate, in the bonding between outer layers 
20 and 40. By "involved" is meant that the central layer can, 10 some extent, be in 
ini.mate contact with, and possibly partially merged with, one or both immediate outer 
layers The involvement may be due to actual melt bonding about the pernnetei of bond 
site 50 (e.g.. for thermoplastic central layers 30). or it may he due to mechanical 
interaction, such as.b.y entanglement (e.g., foi cellulosic fibrous central layer 30 between 
fibrous nonwoven layers), also about the perimeter of bond site 50. T-ot example. FIG. 
18-A shows in cross-section a unitary web comprising two outer nonwoven layers and a 
cellulosic tissue paper centra] layer. As can be seen, the lighter-colored central layer, due 
to the process of being "squeezed" apart, is intimately involved with the two outer lavcrs 
at the bond site. 

Withoui being bound by theory, ii is believed lhai the process of the present 
invention facilitates such separation of central layer 30 by shearing, culling, or otherwise 
fracturing the central layer 30. and displacing the maierial of the central laver 30 
sufficiently to permit thermal bonding of the two outer layers 20 and 40. Thus, central 
layer 30 must be chosen to have piopenies thai permit such displacement. Therefore, 
central layer 30 should have one oi moie of the piopenies of relatively low extensibility, 
relatively high frangibility, or relatively high deformability, such that the maierial of 
cenlralj.ayer 30 can be "squeezed" or otherwise displaced out of the region of thermal 
bond sites 50. Importantly, ii is not required thai the central layer 30 be melted out of the 
region of the thermal bond sues. Thus, central layer can be elastic, highly elastic, 
extensible, or highly extensible, depending on the desired end results and purposes of the 
resulting unitary web. 

Witho.ut_b_eing_b.ound by .theory,- it is believed-tbai io accomplish the displacement of 

central layer 30 to form apertures therein and to bond the outer layers, the ihermai point 
calendaring described below should form thermal bond sites having a narrow widih W 
dimension and a high aspect ratio. For example, FIG. 3 shows the melt area of a single 
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melt bond she 5(1 bavinp a narrow width dimension \V and a h l p h aspect lauo. the 
lcnpth. L. is much tneaier than the width. W The lencth L should he seleeied to permit 
adequate bond area while width \Y is sufficient! v narrow such thai the protuberance used 
to torm the bond site (as described beiow) can cut. shear, displace, or otherwise pierce the 
central Javci 30 at the region of the bond sites by the method described below. Width W 
can be between about 0.003 inches and 0.02(3 inches, but in a preferred embodiment, is 
between about 0.005 inches and 0.010 inche>. arid may be adjusted ciependms.' on the 
properties ol central layei 30. 

]t is believed that the aspect ratio of melt hone site 50 can be as low a? about 3 (i.e.. 
ratio of L'\Y equals 3/1). It can also be between about 4 and 20. In one pre I en ed 
embodiment, the aspect ratio was about 10. h is believed that the aspect ratio of the meh 
bond sues 50 is limited only by the conespondim 1 aspect ratio of the point bonding 
piotuberances of the calendaring roller(s). as detailed below. 

In a pi ef cried embodiment, the longitudinal axis of each bond site. I. which 
corresponds dir ectionally to the length dimension of bond site 50. is disposed in a repulai. 
repeating pattern oriented generally paiallel to the machine direction. Ml) as shown in 
FIG. 1 Bui the longitudinal axis of each bond site may be disposed m a ici'ulai. 
repeating pattern oriented in the ctoss machine direction, or randomly oriented m a 
mixture oi cross and machine dnections. For example, the bond sites 50 car, be disposed 
in a * nerrmpbonc" pattern. 

When nonwoven webs are used as constituent iaycrs of laminate 10. an important 
distinction should be drawn between bond sites 50 which bond together outei layers 20 
and 40 by the method of the present invention, and thermal bond sites that may be present 
in the constituent layers themselves. Foi example, nonwoven webs aie typicalh 
consolidated by thermal bonding in a regular pattern of discrete spaced apart iused 
bonding areas, such as the partem disclosed in U.S. Pat. No. 3.855.040 to Hansen et ah. 
and the patterns shown penerally in FIGs. 10 and 1 1 of U.S. patent 5.620.779 to Levy et 
al. Other films, nonwoven w ; cbs. and the like may have thermal embossments lor 
aesthetic reasons. Therefore, in the unitary web 10 there may be many thermal bond sites, 
some of which aTe bond sites: 50. and others which are bond sites in the base nonwoven. 
foi example. 

The bond sites of the base nonwoven do not typically have an aspect ratio greater 
than about L so that these bonds do not typically form apertures in the constituent lay ci 
dining the stretching step disclosed below. Also, the spacing of such bond sues is 
typically a repeating pattern of bonded and unbonded area which may or may not provide 
for machine direction (MD) columns of bonded area next to columns ol unbonded area. 

1 ] 



Punted tiom Mimosa 02/03/06 14:12 59 Pape: 13 



WO l)l/45hld 



PCI A.!S(tO/3474d 



A lie r forming bond sites 50, howevej. there is not likely to be any significant MD 
columns of unbonded areas: the overall bond pattern of any constituent nonwoven fabric 
is a combination oi existing bonded areas and bond sites 50 Together the two sets of 
bond sites result in a complex pattern of bond sites that may or mav not be described as 
columnar, regular, or uniform. 

The resulting web ol the present invention, as shown in cross-section in FIG. 2. is a 
laminate web 10 that is itself unapertured. but the central layer 30 is apertured coincident 
the regions of the bond site? 50. As stated above, by ""unapertured"' is meant that, on the 
whole, the laminate web 10 is considered unapenuied. h is recognized that the un- 
apertured laminate web 3 0 of the present invention may have localized cut through, oi 
tearing at bond sites 50 due to materials and processing variability or post lamination 
handling. Ideally, such cut through of the entire web is minimized and eliminated. 
Likewise, it is recognized that in some instances, there may not be complete displacement 
of the central layer 30 at all locations of bond sites 50 such that some localized portions of 
central layer 30_may not be apertured (and the outer-layers not bonded I. -Nevertheless, the 
description herein is made for the laminate web 50 as a whole, and is not meant to be 
limned by aberrations or anomalies due to potential material or processing variables. 

To produce the webs of the preseni invention, including as described in FIG. 2. the 
outer layers should have sufficient elongation to permit the necessary local deformation in 
the immediate vicinity of bond sites 50. Thus, the outer layers 20 and 40 can be 
extensible, highly extensible, elastic, or highly elastic. 

The centra] layer 30 itself need not be thermally compatible with the outer layers. 
The central layer 30 need not even be melt processible. It can be. for example, a 
cellulosic material, such as paper: a metallic material, such as a metal foil; a woven or 
knit material, such as cotton or rayon blends; or a thermoset material, such as a polyester 
or aromatic polyamide film. The central layer 30 can be another nonwoven having 
suitable properties for processing into an apertured layer. ]f central layer 30 has a melting 
point, it is preferably at least about 10 degrees Centigrade higher, more preferably about 
20 degrees Centigrade higher than the outer layers. In certain embodiments, for example 
a metal foil central layer 3(1 between thermoplastic nonwoven outer layers, the central 
layer can have a melting point at least 100 degrees Centigrade higher than the outer 
layers. However, central layer 30 need not have a melting point, and may simply 
experience softening„al the„calendaring temperatures required to- bond the laminate. In 
certain central layer materials, such as metal foils, there may not be any softening due to 
thermal processing of the web. 

]? 
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The wide range oi possible central layer materials permits a surprising \ariety of 
structures of* the present invention, each having beneficial application in a wide 
assortment ol' end uses. Tot example, when outer layers of nonwoven material are used 
with a centra! iayei of metal Toil, the resulting laminate is a tlexible. soil, tbrrnable. 
conductive web that is relatively quiet when folded, crumpled or otherwise deformed. 
Such a material can be used in applications requiring electrical shielding, foi example . 
When a central layer oJ tissue paper is used, the resulting laminate is a soft, bulkv 
absorbent web. Such a laminate is suitable for use as a wiping implement, loi example. 
Funnei, since the laminate web ]0 is formed without the use of thermoplastic adhesives. 
durable, garment-like properties can be obtained. Such laminates can be laundered a 
number of times belore suffering unacceptable weai . 

By way oi example, laminate web 10 can be a conductive fabric comprising 
relatively non-conductive thermoplastic outer layers 20 and 40 and a relatively conductive 
central layei 30. The outer layers can be non- woven webs tor a low cost. soft, bi eat liable 
conductive fabric. 'I he central iayei can be a metal foil, such as a copper foil or an 
aluminum foil. The central laver can also be a conductive polymer, a non-foil conductive 
fabric, or a composite conductive material. in general, as a conductive fabric 
embodiment, the outer layers should serve to insulate the conduciive central layer('s'). In a 
prefcrred three-layer embodiment the outer layers each have a first electrical resistance 
and the central layer has a second electrical resistance which is at least one-tenth the first 
electrical resistance, more preferably one-hundredth (i.e.. the central layer is 10 timc^. 
preferably 100 times as conductive as the outer layers). 

A conductive laminate web JO can find use as a sheet of conductive material for 
signal propagation. It can also find use as a shielding material. In particular, the aspect 
ratio of the bond sites 50 can be predetermined for particular shielding characteristics. By 
altering the length, width, and orientation of the bond sites 50 certain wave propagation of 
electro-magnetic waves can be altered or stopped. Fot example, the bond sues 50. which 
represent penetration of the conductive central layer, can be designed to be effective in 
filtering certain wavelengths of electromagnetic radiation. Jn addition to the electrical 
characteristics of such a web. the laminate web 10 can be. and preferably is. very* flexible 
and form able, such that the conductive or shielding benefits can be applied in a non- 
planar fashion. Foi example, sensitive electronic equipment can be wrapped with a fabric 
shield. 

A further benefit of the present invention is the capability io combine both 
thermoplastic and non-thermoplastic materials without any adhesives. to provide fabric- 
like composites having unique physical properties. For example, a material having high 
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tensile strength and resistance to teai can include as a central layer M) TYVEKCE-. 
available from DuPont. Wilmington Delaware. USA. TYVEK6. and equivalent or 
similar materials under other tradenames, is an extremely strong but breathable polyolcfin 
non woven, commonly used as a house- wrap iayei. However, it is not soft and clothlike, 
but has the look and feel of a plastic film. When used in a laminate web 10 of the present 
invention, for example with nonwoven outer layers, the laminate web exhibits the softness 
of a nonwoven with the strength of the TYVHKCk) layer Again, this laminate can be. and 
is preferably, made without the use of adhesives to bind the web into a unitary web. 

further, relatively strong materials such as TYVHKCK can be combined with 
additional central layers 30 to make laminate web5 10 having a variety of physical 
properties. For example, a laminate web comprising a TYVEK® layer can also comprise 
an absorbent layer, such a layer of absorbent tissue paper, such as BOUNTY®) paper 
towel, available from The Procter A- Gamble Co.. Cincinnati Ohio. USA and one or more 
outer layers of polyethylene nonwoven (e.g. Corolind. available from BBA. Simpsonville. 
S.C.. USA). Such a composite formed according to the method of the present invention 
can be transformed into a highly textile-like material, exhibiting the unusual combined 
properties of relatively high absorbency (from the BOUNTY® paper towel laycr(s)). and 
relatively high strength (from the TYVEK® layer(s)). 

Apertured Embodiments 

A further benefit of the present invention is obtained when the non-apenured 
thermally bonded laminate web described above is stretched or extended in a direction 
generally orthogonal to the longitudinal axis. I. of melt bond sites 50. The melt bonding 
at the melt bond sites 50 tends to make localized weakened portions of the web at the 
bond sites. Thus, as portions of the web 10 aie extended in a direction generally 
orthogonal to the longitudinal axis 1 of bond sites 50. the material at the bond site fails in 
tension and an aperture is formed. The relatively high aspect ratio of melt bond sites 50. 
permits a relatively large aperture to be formed- upon- sufficient extension. -When the 
laminate web 10 is uniformly tensioned. the result is a regular partem of a plurality of 
apertures 60 corresponding -to the partem of melt bond sites 50. 

FIG. 4 shows a partially cut-away representation of an apertured laminate of the 
present invention. As shown, the partial cut-away permits each layer or ply to be viewed 
— in a plan view. The- laminate web -1(1 shown in FIG— 4 is produced after the thermally 
bonded laminate is stretched in a direction orthogonal to the longitudinal axis of the melt 
bond sites, in this case, in the cross-machine direction. CD with sufficient elongation in 
the direction of extension to cause apertures to form. As shown, where formerly were 
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melt bond sites 50. apertures (A) are produced as the relatively weak bond sites fail in 
lension. Also as shown, centra] lave: 3(1 inn remain generally uniiormly distributed 
within laminate 10. depending on the material properties oJ central iaver 30 hoi 
example, if eenual layer 30 is more extensible than outer layers 20 or 40. then it simplv 
extends, either clastically or by plastic deformation, bin remains generally uniformly 
distributed in the unapertured rep ions of web 10. Im example, if a therjviopiastic film is 
utilized as the central layer 30. it extends, eithei extensibly or elasticallv (depending on 
the type of filmj. but can remain generally umlorm. lor example, in density or basis 
weight. 

When apertures 60 are lormed. the thermal 1\ ponded portions of outer layers 20 and 
40 remain primarily on the portions of the aperture perimeters corresponding to the length 
dimension of bond sites 50. Therefore, each aperture <>0 does not have a perimeter ol 
thermally bonded material, but only portions remain bonded, represented as d2 in FIG. A. 
One beneficial property of such a laminate web is that once apertured, fluid 
communication with tlie central layei is facilitated. Thus;, an absorbent central laver 30 
can be used between two relatively non-absorbent outer layers;, and the laminate 10 could 
be an absorptive wiper with a relatively dry to trie much outer surface. 

1 o The extent thai central layer 30 is invoked, or participates, m anv bonding 
between outer layers 20 and 40. it also participates in live remnant of bonded portions 62. 
as shown in FIG. 4, The involvement may be due 10 some degree of actual melt bonding 
about the perimeter of bond site 50 (e.g.. for thermoplastic central lavers 30k or it mav be 
due to mechanical interaction, such as by entanglement ie.g.. tor cellulosic fibrous central 
layer 30 between fibrous non woven layers). 

FIG. 5 is a schematic representation of the cross-section denoted in FIG. 4. As 
shown, apertures 60 form when the laminate web is elongated in the direction T 

Another benefit of the present invention is obtained when the laminate is extended 
as described with reference to F]G. 4. but the central layer 30 is chosen to have an 
elongation to break less than eithei of the two outer lavers. and less than the actual 
magnitude of extension. Thus, upon extension of the laminate web general] v orthogonal 
to the longitudinal axis. I. sufficient to form apertures in outer layers 20 and 40 (and thus 
the entire laminate web 3 0) central layer 30 fails; in tension. Therefore, central laver 30 
fractures (i.e.. fails in tension) upon_sufficient extension. .such that after extension central 
layer 30 is no longer uniformly distributed over the norvapenmed regions of the laminate 
web 10. 

An example of one embodiment of a unitary web having a central laver having an 
elongation to break less than eithei of the two outer iavers. and less than the actual 
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magnitude of extension, is shown panially cut-away in FIG. 5. The parual cut-awav 
permits each layer or ply to be viewed in a plan view. As shown, after extension, central 
iayci 30 becomes fragmented, forming discontinuous regions of the central layer material. 
These diseontinuous regions may be .relatively uniformly distributed, such as in rows as 
shown in FIG. 5. or may be relatively randomly distributed, depending on the pattern of 
melt bond sites 50. the physical piopenics of central layer 30. and the method of 
extension employed. 

One example of a web 10 having a structure similar to thai shown in FIG. 5 is a web 
having outer layers of relatively extensible nonwovens. with a central layci of relatively 
low extensibility tissue papei. Such a laminate would be an apertured laminate web 
having an absorbent central core, wheiein the absorbent core material is in fluid 
communication with regions exterior to the laminate web. That is. for example, if such a 
laminate web comprised nonwoven outer layers, it could be used as an absorbent wiper. 
Fluids could thus be absorbed via the apertures, the perimeter of which can be open at 
portions which provide fluid communication to the absorbent central core. If a relatively 
hydrophobic nonwoven web is used for the outer layers, such a wiper could exhibit dry- 
to-the-touch properties along with high absorbencv. 

One example of a web 10 having a structure similar to that shown in FIG. 5 is a web 
having outer layers of relatively extensible nonwovens. with a central layer of relatively 
low extensibility tissue paper. One particularly interesting structure incorporates a highly 
hydrophobic outer layer combined with a highly absorbent central layer. A suitable 
hydrophobic material is described in U.S. Patent 3.354.022 Dettre et al. Such a material 
has a water repellent surface having an intrinsic advancing water contact angle of more 
than 90 degrees and an intrinsic receding water contact angle of at least 75 degrees. Such 
a material exhibits extremely hydrophobic properties, similar to the effect known to exist 
on leaves from the Lotus plant. When such a material is combined with an absorbent 
central layer, such as a BOUNTY® paper towel tissue layer the resulting composite can 
be highly absorbent while retaining a very clean and dry outer surface. The basis weight 
and porosity of the outer layer can be varied to achieve different degrees of absorbent 
performance. In one embodiment the laminate could also be post-laminated to a fluid- 
impervious backing layer to form an absorbent fluid barrier. The fluid-impervious 
backing layer could be a flexible polymeric film for use such absorbent articles as sanitary- 
napkins, diapers, place mats, floor mats, protective covers, and the like. 

One surprising beneficial characteristic of the laminate web structure of the present 
invention described with reference to FIG. 6 is the presence of distinct regions in the non- 
apertured portion of the web being differentiated by at least one property selected from 
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the gioup consisting of basis weight, thickness, or density. As shown in the cross-section 
of FIG. 7. several such unions can he differentiated. In a preferred embodiment, the 
regions are visually distinct, giving the laminate an aesthetically pleasing loo}; and feel 
Tlie regions may also give the laminate a garment-like or knit-like texture and hand 

Willi reference to FIG. 7. several structurally distinct regions can be identified in the 
cioss-secuon shown. The region denoted <>4 corresponds to the aperture Ml. In the non- 
apenuied aiea of the web. a region Mi is a relatively high basis weight region comprising 
central lavei 30. Region dS represents the portion of the laminate web in which central 
layer 30 has fractured and separated, it., is no longer fully present, forming a relatively 
low basis weight region o1 web 3 0. 3n general, the higher basis weight regions will also 
be correspondingly higher density regions, but need not be so. I'm example, a post- 
extension embossing process can be applied to web 10 to form regions of multiple 
densities in addition to the regions of multiple basts weight, For either the high basis 
weight regions or the high density regions, often the differences can be discernible by 
simply rubbing the laminate web between the fingers. 

In general, for a laminate web 10 having generally parallel rows oi melt bond sites 
HI extending in the machine direction MI), which correspondingly form generally parallel 
iows oj apenuies when extended, and having a central layer with a iower elongation to 
break than the outer layers, the resulting extended, apertured laminate wen 10 is 
characterized by generally low basis weight, low density regions between the apertures in 
the machine direction. Ml), e.g.. region (>8 in FIGs. 6 and 7. Likewise, such a laminate 
web 10 is characterized by relatively high basis weight, high density regions between 
adjacent rows oi apertures in the cross-machine direction. CD. e.g.. region (>(> in FIG. 7. 
By choice of central layer material 30 and possibly post laminating operations, e.g.. an 
embossing process, the thickness of the laminate web can likewise be varied, the thicker 
regions generally corresponding to the higher density regions. 

On particularly useful embodiment of a laminate web as described with reference to 
FIG. 7. is a conductive fabric for signal transmission via a plurality of closely-spaced, 
parallel signal conductors. For example, if a conductive metal foil is used as central layer 
30. upon sufficient extension in the CD by the incremental stretching operation described 
below, the metal foil fractures into a plurality of discrete conductive ribbons 
corresponding tothehigh basis weight region Mr of FIG: "7"" Outer layers 20 and 40 are 
preferably chosen for their insulating properties, and are. therefore, preferably 
thermoplastic polymeric material. For high-speed transmission of electrical signals, a 
low-dielectric material, such as polytetraf moroethylene ('PTFE). and preferably expanded 
PTFE (e.g.. GOR.E-TEX& available horn W. 1_. Gore and Associates. Newark. DE. USA i 
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can be used as ihe insulating oiner layers. Additional outer layers can be added (e.g. : pos; 
laminate formation! including additional conductive iavers to form a shielded ribhor, 
cable. Figure X shows aji example of such a conduciivc ribbon . . . 

Another embodiment of a laminate web of the present invention utilizing nonwoven 
webs as the outeT layers is characterized by distinct regions differentiated by fiber 
orientation. Differential fiber orientation can be achieved by providing for localized 
Tepions within the web that experience greater extension than othei regions, for example, 
by locally straining the web 1(1 to a greater degree in the jegions corresponding to regions 
68 in FIG. 6. regions of significant fiber reorientation are formed. Such localized 
straining is possible by the method of the present invention detailed below. 

FIG. 8 is a photomicrograph showing m magnified detail a web of the present 
invention comprising nonwoven outer layers which has been extended to form apertures, 
and locally extended to produce regions 08 of fiber reorientation. As can be seen in FIG. 
K. by locally extending portions of the web to a greater extent than others, the apertures 
formed thereby can be of different sizes. Thus, the-region-denoted generally as 70 in FIG. 
8 has undergone more strain (i.e.. local extension) than the region denoted by 72. Thus, 
the apertures in region 70 are larger than those m region 72. and the basis weight of the 
nonwoven web material in region 72 is less than the basis weight of the nonwoven web in 
region 70. In addition to the difference in basis weight due to localized strain 
differentials, the iaminate web of the present invention can also exhibit distinct regions (><N 
of liber reorientation. In these regions, the fibers have been leonented from a generally 
random orientation to a predominant orientation in the direction of extension. 

To make a web JO as shown in FIG. 6. central lavei 30 can be any of a grea! 
number of dissimilar materials. For example, if outer layers 20 and 40 are nonwoven 
webs having a relatively high elongation to break, central layer 30 can be paper, tissue 
paper, thermoplastic film, metal foil, closed 01 open cell foam, or any other material that 
has a relatively low elongation to break compared to the two outer layers. The outer layer 
materials may themselves _be dissimilar, .with the. only constraint being that the central 
layer be relatively less extensible in the direction of extension to form apertures. 

Additionally, more than one central layer 30 can be used with beneficial results. For 
example, a structure comprising a eelhilosic tissue central web and a polymeric film 
central web between two nonwoven webs can produce an absorptive wiping article with 
one side being relatively more absorptive than the other Jf the film layer is a three- 
dimensional formed film, the film side can provide added texture to the laminate which is 
beneficial in many wiping applications. Macroscopically-expanded. three-dimensional 
formed films suitable for use in the present invention include those described in 
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eommoniv-assiiined U.S. Pat. No. 3.929.135 issued to Thompson on December 30. 197:-. 
and U.S. Pat. No. 4.342.3 H issued to Radel et ai. on Aupust 3. 1 U K2. both patents hereby 
incorporated herein by reference 

The (oi *"a'M central lavei can also be elasiorneru . and can be an elastomerie 
macioscopically-expandcc. vacuum-tormed. three-dimensional formed fiim. such a. 1 
described m comrnonly-assipned U.S. Ser. No. 0X/K1 6. 1 (JO. entitled "Tear Resistant 
Porous Extensible Web" filed by C uno et al. on March 14. 1997. and hereby incorporated 
herein by reference, lumber . the (oi "a") centra] layer can be a tin ee- dimensional formed 
film bavmp micro-apenurrs such as described in commonlv-a:- sipned U.S. Pal. No. 
4.629.h43 issued to Curio et al. on December lo. 19Kb. and 4.oU9.51S. issued to Curio ct 
al. on September 2. 19K6. both of which are hereby incorporated herein by reference. 

The (oi "a") central layer can be a web materia] havmp a sirainable network as 
disclosed in U.S. Pal. No. rOlH.KOl issued to Chappell et al. on May 21. 199b. and 
hereby incorporated herein by reference. Such a web can be a structural eiastic-like film 
(SELH web. formed by. ior example, embossiny by mating plates oj rolls 

The (or "a") central layer can be an absorbent open cell Joam web material. 
Particularly suitable absorbent foams for hiph performance absorbent, articles such as 
diapers have been made bom Hiph Internal Phase Emulsions fneieaftei re J erred to as 
"H1P1;"). Sec. lor example. U.S. Patent .5.260.345 (DesMarais ei al'). issued November 9. 
1993 and U.S. Patem 5.26S.224 (DesMarais et al). issued December 7. 1993. hereby 
incorporated herein by reference. These absorbent HIPP loams provide desirable fluid 
handling properties, including: (a) relatively pood wickinp and fluid distribution 
characteristics to transport the imbibed urine or other body fjuid away irom the initial 
impmpemenl ?one and into other rep ions of the foam structure to allow lor subsequent 
pushes of fluid to be accommodated; and fb) a relatively hiph storape capacity with a 
relatively hiph fluid capacity under load. i.e. under compressive forces. 

'Die central layer 30 may comprise absorbent pel ling materials, for example, 
supersorbers or hydro pel materials may provide for superior absorbency when the 
laminate web of the present invention is used as an absorbent wipe or an absorbent core in 
a disposable absorbent article. By 'ny drop el" as used herein is meant an inor panic or 
orpanic compound capable of absorbmp aqueous fluids and retaining them undei 
moderate pressures, for pood results the hydropcls should be waier insoluble. Examples 
are inorganic materials such as silica pels and orpanic compounds such as cross-linked 
polymers. Cross-linking may be by covalcnl, ionic, vander Waals. or hydropen bonding. 
Examples of polymers include poh acrylarnidcs. polyvinyl alcohol, ethylene rnaleic 

1*7 
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anhydride copolymers, polyvinyl ethers, hyciioxypiopyl cellulose, carboxymethy] 
cellulose, polyvinyl pyridine and the like. 

One benefit of the laminate of the present invention is the ability to make a laminate 
structure of dissimilar materials without the use of adhesive for joining. Because the 
central layer of the laminate web 10 is penetrated bVtbe protuberances of the calendaring 
roll at meh bond sites, it can comprise non-tliermally-bondable materials. The plurality- of 
melt bond sues 51) are sufficient io keep ihe component webs topether in the laminate 
web. so that the laminate web behaves as a unitary web foi processing integrity and use. 
without unwarned dclamination. However in some embodiments, and foi certain 
materials, it may be beneficial to apply adhesive between at least two of the constituent 
layers. 

The laminate web of the present invention, being bonded by a plurality of relatively 
closely spaced thermal bond sites (without the use of thermoplastic adhesives') can be 
beneficially used foi durable articles. Foi example, a laminate web of the present 
invention comprising nonwoven web outer layers and having a clothlike feel and 
appearance, can be used in durable garments. Certain embodiments of the laminate web 
of the present invention can survive repeated washing and drying in household washing 
and drying equipment, depending on the component webs of the laminate, and the level of 
thermal bonding Due lo the knit-like or fabric-like look and feel of certain embodiment 
of the present invemion. such durability car, result in durable garment components such a; 
intcrliners and the like. 



METHOD OF MAK ING 

Referring to FIG. 9 there is schematically illustrated at ]()() a process making a 
laminate web of the presenl invention. 

A first web 120 which can be a relatively extensible web, is unwound from a 
supply roll 104 and travels in a direction indicated by the arrows associated therewith as 
the supply roll 1 04jotates m jhe direction indicated by the arrows associated therewith. 
Likewise a second web 140. which can be a relatively extensible web is unwound from 
supply roll 105. A central layer 130, which can be a relatively inextens.ible layer, is 
likewise drawn from supply roll 107. The three components (or more, if more than one 
centra] layer is used) pass through a nip 106 of the (hernial point bond roller arranpemem 
108 formed by rollers 110 and 112. 

In addition to thermoplastic nonwoven materials, either outer layer can comprise a 
polymeric film, for example a polvolefinic (e.g., PP or PE) thin film. If the entire outer 
layer is not uniformly thermoplaslic, ai least sufficient amounts to effect melt bonding 
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must he thermoplastic Conjugate fibers, such as bicomponcnt fibers can be used in the 
outer 'layers to facilitate thermal bonding of the outej layeis. Either outer iavei can 
comprise a formed lilm. such as a three-dimensional formed film having mici o-upcrtures 
such as described in conmmnly-assipncd U.S. Pal. No. 4.629.043 issued to Cuno et ah on 
December 16. 1980. and 4.609.5 IK. issued to funo ei ai. on Sepiemhei 2. 19Xo. both of 
which are hereby incorporated heiein by rcfcicnu . 

in a pielerred embodiment, both outer layeis comprise nonwoven materials, and 
may be the identical. The nonwoven maienal may be jormed by known nonwoven 
extrusion processes, such as. for example, known melthlowinp pioces.se> or known 
spunbondmg processes, and passed directly through the nip 106 without first being 
bonded and/or stored on a supply roll. How even in a preferred embodiment, the 
nonwoven webs arc themselves Thermally point bonded (consolidated) webs 
commercially available on supply rolls. The thermal point bonds, which aie tvpicallv m 
the Jo mi oj a regular pattern of spaced-apan diamond shaped bond sites, are present in the 
nonwoven as purchased from a nonwoven vendor, and are to be distinguished in the web 
of the present invention from the bond sites- M) formed by the method of the present 
invention. 

The nonwoven web outer laver(s') may be elastic, highly elastic o: nonelasiic. The 
nonwoven web may be any mclt-lusible web. including a spunbonded web. a meltbiown 
web. or a bonded carded web. If the nonwoven web i< a web of meltbiown fibers, it mav 
include meltbiown microfibers. The nonwoven web mav be made of liber forming 
polymers such as. for example, polyolefins. Exemplary polyolefms include one or more 
of polypropylene, polyethylene, ethylene copolymers, propylene copolymers, and butcne 
copolymers. The nonwoven web can have a basis weight between about 10 to about 60 
prams per squaie meter (gsm). and more preferably about 15 to about 30 fsm. 

The nonwoven web outer layers may themselves be a multilayer material having, for 
example, at least one layer of a spunbonded web joined to at least one iavei of a 
meltbiown web. a bonded carded \vcb r or other suitable material. For example, the 
nonwoven web may be a multilayer web having a first layer of spunbonded 
polypropylene having a basis weipht from about 0.2 to about S ounces per square yard, a 
iavei of meltbiown polypropylene having a basis we i phi fiom about 0.2 to about 4 ounces 
per square, yard. _and a second layer of spunbonded polypropylene having a basis weight 
from about 0.2 to about 8 ounces per square yard. Alternatively, the nonwoven web mav 
be a single layer of material, such as. for example, a spunbonded web having a basis 
weight from about 0.2 to about 10 ounces pei squaie yard or a meltbiown web having a 
basis weight bom about 0.2 to about H ounces per suuare vard. 
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The nonwoven web outer layers may also be a composite made up of a mixture of 
two 01 more different fibers or a mixture of fibers and panicles. Such mixtures mav be 
Jormed by adding fibers and/or particulates to the gas stream in which meliblown fibers 01 
spunbond fibers are carried so that an intimate .entangled co-mingling of fibers and othei 
materials, e.g.. wood pulp, staple fibers and panicles occurs prior to collection of the 
fibers . 

Prior to processing by the method of the present invention, the nonwoven web outei 
covei of fibers can be joined by bonding to form a coherent web structure. Suitable 
bonding techniques include, but aie not limited to. chemical bonding, therrnobonding. 
such as point calendering, hydiocntangling. and needling. 

Referring to FIGs. 9 and 3 0. the nonwoven thermal bond roller arrangement 108 
preferably comprises a patterned calendai roller ]]0 and a smooth anvil roller 112. One 
or both of the patterned calendar roller J JO and the smooth anvil roller ]]2 may be heated 
and the temperature of either roller and the pressure between the two rollers may be 
adjusted by well known means . to provide the desired temperature, if any. and pressure to 
concurrently displace central layei 30 at melt bond sites, and melt bond the two outei 
layers together at a plurality of bond sites. 

The patterned calendar roller 110 .is. configured to. .have a circular cylindrical 
surface 114. and a plurality of protuberances or pattern elements 1 1 (> which extend 
outwardly iiom surface 114. The protuberances 116 are disposed m a predetermined 
partem with each protuberance 116 being configured and disposed to displace central 
layei 30 at melt bond sites, and melt bond the two outer layers together at a plurality of 
locations. One pattern of protuberances is shown schematically m FIG. 1 J . As shown, 
the protuberances 1)6 have a relatively small width. \VP. which can be between about 
0.00?. inches and 0.020 inches, but in a preferred embodiment is about 0.010 inches. 
Protuberances can have a length, LP. of between about 0.030 inches and about 0.200 
inches, and in a preferred embodiment has a length of about 0.100 inches. In a preferred 
embodiment, the protuberances have an aspect ratio fLP/WP) of 10. The pattern shown 
is a regular repeating pattern of staggered protuberances, generally m rows, each 
separated by a row spacing. RS r of about between about 0.010 inches and about 0.200 
inches. In a preferred embodiment, row spacing RS is about 0.060 inches. The 
piotuberances can be spaced apan within a tow by a protuberance spacing. PS generally 
_e.q.ual_to.the_pro.t.uberanceJ.eng.th.-LE._.But the spacing- and pattern -can be varied in any 
way depending on the end product desired. 

As shown in FIG. 10, patterned calendar toilet 110 can have a repeating pattern of 
piotuberances J 16 which extend about the entire circumference of surface ]]4. 
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Alternatively, the protuberances 116 may extend around a portion. 01 portions of the 
eiieumtercnce of surface 1 14. Likewise, the protuberances 1 16 may he in a non-repeating 
patiern. oi in a repeating pattern of randomly oriented protuberances Of course, il 
lanriomly oriented, the opening of the resulting bond sites into apcnuies will also be 
somewhat random, depending on the orientation of the bond sue with respect to ihc 
direction of tension, as discussed bciow 1 or example, if the web is lensioned in the 
cross-direction 1(71)) direction only, then the bond sites 50 having a longitudinal axis 1 
with a vector component in the machine direction (Ml)) will open into an aperture, at 
least to the decree ol the magnitude ol such a vector component 

The protuberances 116 are preferably truncated conical shapes which extend radially 
outwardlv from surface 114 and which have rectangular or somewhat elliptical distal end 
surfaces 13T Although it is not intended to thereby limit the scope of the present 
invention to protuberances ol only this configuration, it is cunenlly believed that the hiph 
aspect ratio of the melt bond site Ml is only achievable if the protuberances likewise have 
a nanow width and a hiph aspect ratio at the distal end surfaces 117. as shown above with 
reference to FIG. 1L 'J he rollej 110 is preferably finished so that all of the end surfaces 
.117 lie in an imapinarv right circular cylindei which is coaxial with icspect to the axis of 
Totanon of roller 1 1 0. 

The heipht of the protuberances should be selected accordmp to the thickness of the 
laminate hemp bonded. In pcneral. the heipht dimension should be greater than the 
maximum thickness ol the laminate web durinp the calendaring process, so that adequate 
bonding occurs at the bond sites, and only at the bond sites 

Anvil roller 112. is preferably a smooth surfaced, ripht circular cylinder of steel. 

Atiei passing through nip 106. tlie three (or more) component webs 120. 130. and 
140 have been formed into unitary laminate web 10. Ai this point in the process the outer 
layers are thermally bonded to each other and unapertured. as shown in FIGs. 1 and 2. 
Central layer(s) 30. from web 130. is apertured. having been displaced by protuberances 
116 in nip 106. Depending on the centra] layer(s) used, it (they) may or may not 
participate in the bonding about the periphery of the bond sites. In some instances, 
particularly for non-thermoplastic, non-fibrous materials, central layer may not be 
involved in the bonding of the outer layers at all. However, for thermoplastic materials, 
and fibrous materials, some involvement of the central laverfs) is observed. 

The laminate web 10 may be further processed to form apertures in the whole 
laminate web <or portions thereof) by extending portions of the web in a direction 
orthogonal to the axis 1 of bond sites 50. As shown in FIGs. 9 and 10. the axis ) is 
generally parallel to the machine direction Ml) of the web being processed. Therefore. 
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extension in the cross-direction CD at the bonded portions causes the bond sites 50 to 
rupture and open to form apertures in the web. 

One method lor forming apertures across the web is to pass the web through nip 130 
formed by an incremental stretching system 132 employing opposed pressure applicators 
134 and J 36 having three-dimensional surfaces which at least to a degree are 
complementary to one another Stretching of the laminate web may be accomplished bv 
other methods known in the art. including tentonnr : ot even bv hand. However, to 
achieve even strain levels across the web, and especially if localized strain differentials 
are desired, the incremental stretching system disclosed herein is pretence. 

Referring now to FIG. 12. there is shown a fragmentary enlarged view of the 
incremental stretching system 132 comprising incremental stretching rollers 134 and 136. 
The incremental stretching roller 134 includes a plurality of teeth 160 and corresponding 
grooves 16] which extend about the entire circumference of roller 134. Incremental 
stretching roller 136 includes a plurality of teeth 162 and a plurality of corresponding 
grooves 163. The teeth 160 on roller 134 intcrmesh with or engage the grooves 163 on 
roller 136, while the teeth 162 on roller 136 intennesh with oi engage the grooves 36] on 
roller 134. The teeth of each roller are generally triangular-shaped, as shown in FIG. 13. 
The apex of the teeth may be slightly rounded, if desired for certain effects in the finished 
web. 

FIG. 13. shows a portion of the intermeshing of the teeth J 60 and 162 of rollers 134 
and 13(>. respectively. The term '"pitch" as used herein, refers to the distance between the 
apexes of adjacent teeth. The pitch can be between about 0.02 to about 0.30 inches, and is 
preferably between about 0.05 and about 0.15 inches. The height (or depth) of the teeth is 
measured from the base of the tooth to the apex of the tooth, and is preferably equal for all 
teeth. The height of the teeth can be between about 0.10 inches and 0.90 inches, and is 
preferably about 0.25 inches and 0.50 inches. 

The teeth ]60 in one roll can be offset by one-half the pitch from the teeth 162 in the 
other rolh such that the teeth of one roll (e.g. ? teeth 160) mesh in the valley (e.g.. valley 
163) between teeth in the mating roll. The offset permits intermeshing of the two rollers 
when the rollers are "engaged 1 " or in an imenneshing : operative position relative to one 
another. In a preferred embodiment, the teeth of the respective rollers are only partially 
intermeshing. The degree to which the teeth on the opposing rolls iniermesh is referred to 
herein as the "depth of engagement" or "DOE" of the teeth. As shown in FIG. 13. the 
DOE. E, is the distance between a position designated by plane PI where the apexes of 
the teeth on the respective rolls are in the same plane (0% engagement) to a position 
designated by plane P2 where the apexes of the teeth of one roll extend inward beyond 
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the plant- I*] toward the valley on the opposing roll. Thf optimum or effective DOE lor 
pari iculai laminate webs is dependent upon the height and the pitch of the teeth and the 
materials of the web 

In other embodiments the teeth of the mating rolls need not be aliened with the 
valleys of the opposing roils That is. the teeth may be out of phase with the valleys to 
some d CTree, ranging lrom slightly oft set to greatly oft set 

As the laminate web 10 having melt bonded locations 50 passes through the 
incremental stretching system 132 the laminate web 1(1 can he subjected to tensioning in 
the CI) or cross-machine direction causing the laminate web 10 to be extended in the CI) 
direction. Alternatively, or additionally, the laminate web 10 may be tensioned in the 
Ml) (machine direction) The Tensioning force placed on the laminate web 10 can be 
adjusted te.i/. ; by adjusting DOE) such that it causes the melt bonded locations 50 to 
separate or rupture creatine a plurality of apertures 60 coincident with the melt bonded 
locations 50 in the laminate web 3 0. However, portions of the meh bonds of the laminate 
web 10 remain, as indicated by portions 62 in FIG. 4. theiehv maintaining the laminate 
web m a coherent, unitary web condition even after the melt bonded locations rupture. 

After being subjected to the tensioning force applied by the incremental stretching 
system 132. the laminate web JO includes a plurality ot apernnes 60 which arc coincident 
with the melt bonded regions 50 of the laminate web. As mentioned, a portion of tlu 
cucumk'Tcntial edges of apertures. 60 include remnants 62 of the melt bonded locations 
60. It is believed that the remnants 60 help to resist further tearing oi delamination of the 
laminate web. Remnants 62 may also contain portions oi central layer 30. to the extent 
that the central layer is involved in the bonding. 

Instead of two substantially identical rolls 134 and 136. one or both rolls can be 
modified to produce extension and additional patterning, hot example, one or both rolis 
can be modified to have cut into the teeth several evenly- spaced thin channels 246 on the 
surface of the roll, as shown on roll 236 in FIG. 14. In F3G. 14 there is shown an enlarged 
view of an alternative inciememal stretching system 232 comprising incremental 
stretching rollers 234 and 236. The incremental stretching roller 234 includes a plurality 
of teeth 260 and corresponding grooves 261 which extend about the entire circumference 
of roller 234. Incremental stretching roller 236 includes a plurality of teeth 262 and a 
plurality of corresponding grooves 263,- The teeth 260 on roller 234 intennesh with or 
engage the grooves 263 on roller 236. while the teeth 262 on roller 236 intermesh with or 
engage the grooves 261 on roller 234. The teeth on one or both rollers can have channels 
246 formed, such as by machining, such that regions of underormed laminate web 
maierial may remain after stretching. A suitable pattern roll is described in U.S. Patent 
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No. 5.518.803 . issued May 21. 1996. in the name of Chuppell. el al.. the disclosure oi 
which is incorporated herein by reference. 

Likewise, the incremental stretching can be by mating rolls oriented as shown in 
FIG. 15. Such rolls comprise a series of ridges 360, 362. and valleys. 36], 363 that run 
parallel io the axis, A. "of the roll, either 334 or 336, respectively. The ridpes form a 
plurality of triangular-shaped teeth on the surface of the roll. Either or both rolis may also 
have a series oi spaced-apan channels 346 thai are oriented around the circumference of 
the cylindrical roll. Rolls as shown are effective in incrementally stretching a laminate 
web 10 in the machine direction. Ml) if the axis 1 of bond sues 50 is oriented generally 
parallel to the cross-machine. CD direction of the web as its being processed. 

In one embodiment, the method of the present invention can comprise both CD and 
MD incremental stretching. As shown in FIG. 16, two pairs of incremental stretching 
rolls can be used in line, such that one pair (232. which, as shown in FIG. 16 includes a 
series of spaced-apan channels 246) performs CD stretching, and another pair. 332 
performs MD stretching. By this-method many interesting fabric-like textures can be 
made. The resulting hand and visual appearance make such fabric-like webs ideal for use 
in articles benefiting from a fabric-like look and feel. For example, if a central layer 30 
comprises_a. material having less elongation to break ihan either outer layer, and is 
stretched to failure in both the CD and MD directions by the method described herein, the 
resulting laminate web H) exhibit? "islands*" ol central layer material. The islands are 
discrete, non-continuous portions of central layer, and give the laminate web 10 a 
decidedly fabric-like look and feel. In this manner, if a metal foil is used as a central 
layer 30 between two relatively translucent materials, such as low basis weight 
nonwovens. the resulting laminate web 10 resembles a sequined fabric. 

The use of rather brittle, or relatively still materials can be used as a central layer 30 
with beneficial results when the laminate web is incrementally stretched as described 
herein. For example, thin ceramic materials having a relatively high stiffness can be used 
as central layer 30 in. a laminate web 10 that is relatively highly flexible in at least one 
direction, depending on the direction of stretch. Therefore, if the web is incrementally 
stretched in the CD direction, the laminate web will be flexible about an axis parallel with 
the MD direction, and vice-versa. If the web is incrementally stretched in both directions, 
then the resulting laminate web 10 will be relatively highly flexible about two axes. and. 
depending on-ihe-si-ze-of-the discrete islands" of centra] layer produced, approaches the 
overall flexibility of the two outer lavers. 
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EX AMPLES 

The following examples are shown m 'I able 1 as exemplary ol the claimed 
invention. Because the choice of outer and inner layers and combinations is virtual! \ 
mfmiie. the examples shown aie meant 10 be illustrative ol possible structuies. and aie not 
meant to be hunting to any panicuiai material ot structure In particular, the exampU^ 
shown are limited m eunently preferred structuio comprising nonwoven webs as tin 
outer I avers. 

In Table 1 various combinations of materials aie shown. The layers are numbered 
in order ot structural proximilv from one oulei iaye: to the othei. Therefore, layer ] is 
always an outer layei. and the last numheied layei is likewise an outer layer . 

l or all the samples shown, the calendaring line speed was 100 leel pei minute, but 
the line speed is not considered critical to the operation of the method. The calendaring 
piessuie was 70(J psig lor all the samples, bin the piessnre can be varied as desired as lone 
as bonding is achieved between the outer layers. 

To form apenured embodiments of the samples below, the thermally bonded 
1 amir, ate was processed by the incremental s tret chine process as described above with 
icleience to FIG. IT.. For these samples a "Pitch" and depth of engagement f "DOL"" 1 ) ate 
shown 

Clopay PI: films wcje obtained liom Ciopay. Cincinnati. OH. These thin (about 
0.001" thick) films aie a soft and dcformable polyethylene type, often used as fluid 
barriei materials 1or absorbent products. 

Tredegar eiastomeric formed films weie obtained from Tredegar Film Product.*. 
Tcne Haute. IN. By "formed film" is meant a macjoscopically-cxpanded three- 
dimensional plastic web comprising a continuum of capillary networks originating in and 
extending from one suriace of the web and terminating in the form of apertures in the 
opposite surlace thereof. Such a formed film is disclosed in commonly assigned U.S. Pat. 
.No. .4,342.314 issued to Radcl et ah. on Aug. 3. 19S2. Eiastomeric formed films are an 
improvement in the alorementioned Radel ct al. web as disclosed in the above-mentioned 
commonly assigned, copending US patent application S.N. 08/816,106 entitled Teat 
Resistant Poious Extensible Web. filed March ]4. 1997 in the name of Curro et al. Curro 
4 106 discloses elasticized polymeric webs generally in accordance with the 
aforementioned Radel et al. patent that may be produced from eiastomeric materials 
known in the an. and may be laminates of polymeric materials. Laminates of this type can 
be piepared by coextrusion of elastomer ic materials and less clastic skin layers and mav 
be used in the body hugging portions of absorbent garments, such as the waistband 
portions and leg cuffs. 
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Hiph internal phase emulsion open cell foam materials can be made generally in 
accordance with the teachings of the above mentioned U.S. Patents ;>.260.?4: and U.S. 
Patent 5.268.224. 

BBA and Corovin/BBA nonwovens were obtained form BBA. Greenville. SC. 
BOUNTY'S paper lowels were obtained from The Prociei & Gamble Co.. 
Cincinnati. OH. 

REYNOLD'S metal foil products were obtained from Reynold's Metal Products 
company. 

?M products were obtained from 3M : Minneapolis. MN. 

for the materials shown below: the basis weipht is expiessed in prams per square 
meter (csm). Low density polyethylene is denoted "LDPE": polypiopylene is denoted as 
"PP V : and polyethylene is denoted as "PE*\ Spunbond is denoted as "SB : \ 



Table 1 : Examples of Laminate Webs of the Present Invention 
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Tin- laminate webs of the piesent invention may he utilized m many varied 
applications. Poi example, the relatively low cost oJ nonwovcm paper and film materials 
makes the laminates ideally suited loi disposable articles. Tiie articles discussed herein 
are exemplary of the useful applications ior which the laminate of the present invention 
can be used 

FIG. 17 shows an exemplary embodiment oi a disposable diapei 420 in a flat 
confirmation iwith all elastic induced contraction removed) with portions of the structure 
hein^ cut-away to more clearly show the construction. The portion of the diaper which 
contacts the wearer faces the yiewei. The diaper is preferably comprises a liquid pervious 
lonsheet 4.18: a liquid impervious backsheet 440 joined with the topsheet 438; an 
absorbent core 442 (shown as an apenined laminate of the present invention} positioned 
between the topsheet 338 and the hacksheet 340; elasiic mem be is 344; and tape tab <oi 
mechanical) fasteners 446. The components can be assembled in a variety of well known 
confirmations. 

Liquid pervious topsheet 438 could be made of a laminate web like Sample 4 
(unapcrtured) or Uxample 5 lapenured) as shown in Table I. Backsheet 440 could be 
made ol a laminate webs like Sample A. and absorbent core 442 could be made of a 
laminate like thai of Bxample 10. Side panels, elastic lep eufJs. and an elastic waist 
fcaiuie can be made of a laminate web like Example 9. Such a laminate exhibits 
bicathabibty and elasticity, both important in absorbent diapers. 

A preferred diapei confirmation loi a diaper comprising laminates of the present 
invention is described generally in U.S. Pal. No. 3.860.005. issued January 14. 1975 to 
Buell. Alternatively preferred configurations for disposable diapers are also disclosed in 
U.S. Pat. No?. 4.808.178 (Aziz ei al.); 4.695.278 (Lawson): 4.816.025 (l-oreman): 
5 J 5 1 .092 (Buell et ah), all of which are hereby incorporated herein by reference. 

In addition to disposable diapers, various embodiments of laminates of the present 
invention are useful lor topsheet s. back slice is. and cores in other disposable absorbent 
articles, such as catamenials. parity liners, pull-up diapers, adult incontinence products, 
and the like. 
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Laminates of the present invention can also be useful as wipes, including wet wipes, 
shop wipes, facial wipes, and the like Foi example. Example 3 having an absorbent 
cellulosic layci as central layer 30 would be an excellent wipe for picking up spills and 
paniculate matter that can be captured in the apertures. Likewise. Example 6. having a 
polyethylene film would be an excellent wipe for harsh jobs requiring a more durable 
wipe havinp extra scrubbing capability. A laminate of the present invention can be 
considered a durable or semi -durable rag oi sponge tor most purposes. 

Because of the virtually infinite var iety oi patterns achievable by the method of the 
present invention, laminates of the present invention can find use as components in home 
furnishings, including drapes and upholstery. For example, very lacy, sheer patterns can 
be made that arc attractive as window coverings. The colors can be varied easily b\ 
varying the component materials, including centra] laver 30. Higher basis weight 
materials can be made durable for seat coverings, particularly disposable seat coverings 
useful in airplanes, buses, and the like. 

Laminates of the present invention can be useful as disposable bibs. Example 6 in 
Table 1. for example, having a polyethylene layer would serve as an effective bib. Even 
apenured versions, depending on the size of the apertures can be useful as bibs, as the 
apertures tend. to capture food panicles better. After use as a bib the bib can be used as a 
wipe to clean up the baby's surroundings aftei eating. 

Metal-containing webs of the present invention can be used in electrical 
applications. For example. Example 8 in Table 1 can be used in applications requiring 
electrical shielding having a soft, compliant carriei material. A laminate similar to 
Example 8 may find use as a component in circuit boards, electrical cabling, and the like. 

A laminate web of the present invention can find use as a filter for filtering fluids. 
Air. for example, can be filtered in passing air thiough a suitably designed laminate web 
of the present invention. For example, electrostatic air filters can be made by laminating 
appropriate dissimilar polymeric nonwoven materials. In one embodiment the filter 
would comprise nonwoven materials of suitable material and pore size, and would be 
provided in an unstretched condition, that is. in a laminate such as that shown with respect 
to FIGs. 1 and 2. As the filter is used, and the pores become blocked with filtered debris, 
the tension placed on the filtei media thereby would cause at least some of the bond sites 
50 to open into apertures. Thus, the filter comprises a self adjusting media that prevents 
complete blockage of the filter, and avoids overworking of blower motors and the like. 

Other uses for laminates of the present invention include medical dressings, textured 
wall coverings, mats and throws, mop heads for dry or wet mops, and geo-textiles. 

30 
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While pariiculai embodiments of the picsenl in\ention have been illusu au-d and 
tit* scribed, it would be obvious to those skilled in the art that various othei changes and 
modifications can be made without departing fmm the spin! and scope of The invention 
]i is therelore intended to cover in the appended ciaims all such changes and 
modifications that aie within the scope of this invention 
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Whai is claimed is: 

1 . A non-apenured laminate web comprising: 

a) a first web; • 

b) a <ccond web joined to said first web in a face to face relationship at a plurality 
of discrete bond sites, the first and second webs forming an imerior region 
therebeiween: 

ci a third material beinp disposed between said first and second webs, said third 
material beinp differentiated from said first or second web by at least one 
material property selected from thermal properties, elongation properties, 
elastic properties, or conductive pioperties: and 

d) said third material beinp apertured m repions coincident said bond sites, such 
that said tirst and second webs are joined through said apertures and wherein 
said third material is involved in said discrete bond sites and substantially fills 
said interior region. 

2. The laminate web of Claim 1 . wherein said laminate is joined by bonds in the 
absence of adhesive. 

3. The laminate web of Claim 1 . wherein said bond sites aie discrete thermal bonds 
having an aspect ratio of at least 3:1 . 

4. The laminate web of Claim 1. wherein said bond sites are discrete thermal bonds 
havinp an aspect ratio of at least 10:1 

f . The laminate web of Claim 1 . wherein said first or second web comprises a 
non woven.. 

6. The laminate web of Claim I. wherein said third material comprises cellulosic tissue 
papei . 

7. The laminate web of Claim 1. wherein said third material comprises metal foil. 

8. The laminate web of Claim 1. wherein said third material is a polymeric film. 

9. The laminate web of Claim 1. wherein said third material is open cell foam. 
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10. A hi mm .-lir web having a plurality ol ape runes, said i am mate web compiisim.': 
i\) a first extensible web ha vim; a fnsi elongation m break. 

b) a second extensible web mined in sain fust extensible web at a piuralitv ol 
bond sues, said second extensible web having a second el on eat ion to bieak. 
and 

c) a third web material heme disposed between said fnsi and second wel>. said 
third web material having a thiid elongation to break which is less man both ol 
said first 01 second elongations to bieak. 

1 } . The laminate web of Claim 10. wheiein said laminate is lomed b\ bonds m the 
absence o1 adhesive. 

11. Tiie laminate web oJ Claim lU. wiieiem said bond sites are disci ete thermal bonds 
hja\-inr an aspect ratio oi at least 3: J . 

1 . The iaminate web of Claim 10. wheiein said bond sues are discietc thermal bonds 
having an aspect ratio ol at least 10: 1 

M. The laimnate web oi Claim 10. whoicm said first oi second extensible web comprises 
a no n wo veil. 

1: . The laminate web of Claim 10. wherein said thud web material comprises eeihilnsic 
tissue papei . 

16. The laminate web oi Claim 10. wherein said third web material is conductive. 

17. The laminate web of Claim 10. wheiein said thiid web man-rial comprises metal 
foil. 

IF. The laminate web of Claim 10. wherein said thiid web material is an open cell foam. 

1 9. A laminate web having a plurality of apertures, said laminate web conmnsinr; 
a) first and second extensible webs being joined at a plmahiv of diseiete bond 
sues: 

Ki a third material disposed between said fnsi and second nonwoven wek : and 
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c) the first and scconc extensible webs being in fluid communication via the 
apertures and having distinct regions being diflercntiated by at least one 
propeny selected fiom the eioup consisting of basis weight, fiber orientation, 
thickness, and density. 

20. The laminate web of Claim 1 9. wherein said laminate is joined bv bonds in the 
absence of adhesive. 

2 1 . The laminate web of Claim 1 9. wherein said bond sites are discrete thermal bond: 1 
having an aspect ratio of at least 3:] . 

22. The laminate web of Claim 1 9. wherein said bond sites are diseiete thermal bonds 
having an aspect ratio of at least 10;] . 

The laminate web of Claim 19. wherein said first or second extensible web 
comprises a n on woven. 

24. The laminate web of Claim 19. wheiein said third materia] comprises celluiosic 
tissue papei 

2: . The laminate web of Claim ] 9. wherein said third material comprises metal foil. 

26. The laminate web of Claim ] 9. wherein said third material is a polymeric film. 

2T The laminate web of Claim 19. wherein said third material is an open cell foam. 

28. A disposable absorbent article comprising a laminate web having a plurality of 
apertures, said laminate web comprising: 

a) first and second extensible webs being joined at a plurality of discrete bond 
sites: 

b) a third material disposed between said first and second nomvoven webs; and 

c) said first and second extensible webs being in fluid communication via the 
apertures and having distinct regions being differentiated by at least one 
property selected from the group consisting of basis, weight, fiber orientation, 
thickness, and density. 
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29. The laminate web ol Claim 28. wherein said first oj >emno extensible web 
comprises a nonwoven. 

30. The laminate web of Claim 28. wherein said third material comprises absorbent 
gelling material 

31 . A method lor lormmg a laminate web comprising the steps ol: 

(a) providing first and second web matenab comprising therinoplastic materia]: 

(b) providing at least one third web material: 

(c) providing a tiiermal point bonder havmp a pluiahi\ of protuberance- 

(d) guiding said third web material between s aid fir si and second web materials in 
a 1 ace- to- face layered relationship to said thermal point bonder: 

(e) displacing said third web material with sale pi otuberances ai discrete, spaced 
apart locations to form a pennies in said third material: and 

if) thermally point bonding said first and second outer web materials to form 
bond sites at discrete, spaced apart locations coincident with said 
protuberances, thereby forming a bonded laminate. 

The method ol Claim 3] . wherein said third web material is provided in an 
unapertured condition 

33. The method oi Claim 31. wherein said third web materia) is involved in said thermal 
point bonding about a perimeter of a said bond sjtes . 

34. A method for forming un aperuired laminate web comprising the steps of: 

(a) providing first and second web materials comprising thermoplastic maierial: 

(b) providing at least one third web material; 

(c) providing a thermal point bonder having a plurality of protuberances: 

(d) providing a stretching means; 

(c) guiding said third web material between said first and second web materials in 

a face-to-face layered relationship to said thermal point bonder: 
(f ► displacing said third web material with said protuberances at discrete, spaced 

apart locations to form apertures in said third material: 
(g) thermally point bonding said first and second outer web materials at discrete. 

spaced apart locations corresponding to said protuberances, thereby forming a 

bonded laminate: and 
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(g) sireichine said bonded laminate to form the apenured laminate web. 

3:-. The method of Claim 34. wherein said first and second web materials comprise 
non woven fibers. 

36. The method of Claim 34. wherein said third web material has an elongation to break 
which is less than both of said first or second web materials 

37. The method of Claim 34. wherein said third web material has an elongation to break 
which is greater than both of said first or second web materials. 

38. The method of Claim 34. wherein said thermal point bonder comprises a patterned 
calendar roller. 

39. The method of Claim 34. wherein said stretching means comprises incremental 
stretching. 

40. The method of Claim 34. wherein said protuberances of said thermal point bonder 
have an aspect ratio of between about 3 and 20. 

41. The method of Claim 34 ; wherein said protuberances of said thermal point bonder 
have an aspect ratio of 1 0. 



36 
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